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MANUFACTURE OF HOT ROLLED BAND STEEL FOR HOT DIPPING 

PURPOSE: To manufacture a hot rolled band steel bon for dipping excellent in 
mechanical property by giving skin pass rolling to the hot rolled band steel under a hot 
rolling state at a specific elongation percentage. 

CONSTITUTION: The hot rolled band steel as hot rolled is treated by hot dipping to 
manufacture a hot dip band steel. Since the hot rolled band steel as hot rolled is inferior in 
shape and bad in flatness, it receives a skin pass rolling to correct them. When a skin 
pass rolling <0.5% is given, though the band steel is heated and reduced by reducing gas 
then plated, the yield point and the tensile strength do not rise and are kept good in 
ductility to manufacture the hot rolled band steel for hot dipping excellent in workability. 
For example, skin pass rolling is given to a aluminum killed hot rolled band steel at 
different drafts 0.1-0.5% and the band steel is pickled by hydrochloric acid, then, it is 
heated to 550°C and reduced in the atmosphere of mixed gas of hydrogen 70% at 
700°C - nitrogen and hot dip galvanizing is executed at 460°C. 
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